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(54) Air bag cover 

(57) An air bag cover having a surface sheet (114) 
including a TPE layer (114a) (decorative layer) on the 
surface side is provided. A surface sheet (114) with the 



breaking elongation adjusted by containing a filler (1 20) 
in a TPE material for forming the TPE layer, is used. 
Thereby, the breaking rapidity at a tear line groove for- 
mation portion is improved. 
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Description 

BACKGROUND OF THE INVENTION 
5 1 . Field of the invention 

^Wizzr app,ication is based °° j ^ 2 ooo- 29915 s, which . lneo(porated 
zslxszz ssssii :s:s:r;r be assemb,ed in - »— ■» 

be assembled in a side door, a piiiar, a from or back thl ke^ *" " *' ^ ^ f ° r m air ba ° davice *> 
[0004] Hereafter, abbreviations for polymers mainly used in this specification are presented. 

PE ... polyethylene 
PP... polypropylene 
PS ... polystyrene 
PVC ... polyvinyl chloride 
20 BR ... butadiene rubber 

HR ... butyl rubber 
SBR ... styrene butadiene rubber 
TPE ... thermoplastic elastomer 

2. Description of the Related Art 

published product wfth IhesimUareortS^JZK^^rp"^^^ Pr ° Vid6d As 3 known 
^ can be presented. gallon, unexam.ned Japanese Patent Publication No. 11-222089, orthe like 

^o^^r^^^;-~ ^ 1 ^ - d 3 — — 1 with a base 

side. The cover base body 16 is produced « aTrsUnferf on S 18 ^ a tear ' ine 9r00Ve 20 on the ba <* 

panel base body 22 as a second injection ^^^^a I^H^ P ^ 9d inte9ra " y With an inStrUment 

[0008] Here, the cover surface sheet part 4a fom^ri » .? ^ there ° f by tW °- part in j ection ™™"9- 

configuration of the surface sheet 14 can be fveJZe^ T ar \ lnstrument P a " a ' ^rface sheet 14. The 

layer 24 made of a thenma.ly resistant ^ma^a^SE lay f' COnf '9 urati ° n f ™ the back side, of a barrier 

decorative layer 28 made of a soft synthe .cresin f S InZ, t * ? ° f 8 S ° ft f ° amed resin material . a 
figure. Synthet '° rSS,n (,n 9 enera| . 11 13 a thermoplastic elastomer "TPE") as shown in the 

•base body 22. At the time of The vacuum mTldin o the sZT °^. e f C 1 ° Ver base bod V ™ and the instrument panel 
hinge groove 1 8 and the tear line groove 2 ^ near th c^ve W f 9r °° Ve 3 ° h f0rmed ,n * he vicinit V ° f 

groove 30 is mainly for smoothly perform^ the hinae W ■ SUrfaC " heet ? art 14a b V ™' d shaping. The relief .ine 

50 sr T mp : e ' providins a n= py a -« ,ine function - The tear nne — 20 is 

UUToHh^ on the tear line groove 20 Nation portion 

26, stress is concentrated on the portion of the cover base £££ 2 ° f0rmati ° n b ° rti ° n - *. foamed layer 

line groove 20 bottompart (minimum se^n P ZZ) ^ & TXL Sh ° rteSt distance ^ ~W to the tear 

55 portion. The re.ief line groove 30 is ruptured by sS concen^Z I Tr T ^ ^ 9r °° Ve 30 tib end 
28a of the surface sheet 14 concentration on the tip end portion of an embedded pleat part 
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has a tip end mounting part 32a bendable like a hinge at the time of mounting (see FIG. 5). 

[001 2] The air bag device 1 0 comprises basically an air bag 34, an inf lator 36, a bag case 38 for storing and attaching 
the same with the air bag cover 11, and a diffuser pipe 40. In the example shown in the figure, the bag case 38 having 
a planar lateral rectangular box-like shape, comprises engaging claws 42, 42 on both sides in the longitudinal direction 

5 each by a predetermined distance, and therebelow front and rear receiving bars 48, 48 comprising front and rear 
receiving grooves 44, 44 to be fitted with the lower ends of front and rear mounting walls 31 , 32. Moreover, the diffuser 
pipe 40 having a configuration wherein upper and lower half-split member 40a, 40b are jointed on both sides by a 
flange, is integrated with a bottom part inside flange 38a of the bag case 38 by a bolt 52, or the like by co-fastening. 
At the time, by co-fastening the opening part of the folded air bag 34 simultaneously via a retainer ring 35, the air bag 

10 34 is attached and stored in the bag case 38. By pushing the front and rear mounting walls 31 , 32 into the receiving 
grooves 44, 44, the engaging claws 42, 42 are fitted and engaged with engaging holes 50, 50 formed in the front and 
rear mounting walls 31 , 32 so as to joint the air bag device 10 and the air bag cover 11 . 

[0013] In the case of the air bag cover of the above-mentioned configuration, in order to support the rotation opening 
at the time of expanding the bag of the bag door part, existence of the relief line formed by embedding the surface 
15 sheet decorative layer, is essential. Due to the existence of the relief line, the air bag cover is limited in terms of design 
as well as a complicated vacuum molding mold of the surface sheet is needed as mentioned in the above-mentioned 
official gazette. 

Particularly in the case a sophisticated breaking rapidity is required in the tear line, the relief line is need to be formed 
relatively deeply so that a thin and high rib for a relief line needs to be formed in the vacuum molding mold. The rib 
20 formation further increases the difficulty in the mold production as well as deteriorates the mold durability. 

SUMMARY OF THE INVENTION 

[0014] In view of the circumstances, an object of the invention is to provide an air bag cover capable of relatively 
25 reducing the depth of or eliminating a relief line groove formed by the embedded pleat part of the surface sheet (dec- 
orative layer). 

[001 5] In order to solve the problems, the inventors have found out that the door opening performance can be ensured 
at the time of expanding the bag with a shallower depth of or without formation of the relief line groove by reducing the 
stretchability of the surface sheet in the effort in the elaborate development process so as to invent the air bag cover 

30 with the following configuration. 

[0016] An air bag cover comprising a TPE layer, or a surface sheet with a TPE layer provided on the surface side, 
wherein the breaking elongation of the TPE material for the TPE layer is adjusted by containing a filler, is provided. 
[0017] According to the configuration, stress is concentrated from the back side on the tear line groove formation 
portion, which is a notch portion, in the bag cover at the time of developing and inflating the air bag. At the time, since 

35 the breaking elongation is set at a lower level by containing an inorganic filler in the TPE material, it is broken rapidly 
at the tear line groove compared with the conventional examples. Therefore, the relief line groove can be provided 
shallower with respect to the tear line groove of the bag cover compared with the conventional examples, or can be 
eliminated. 

[0018] As the embodiments of the air bag cover capable of adopting the invention, the following air bag covers can 
40 be presented. 

[0019] An air bag cover having a surface sheet with a plural layer configuration comprising from the back side a 
barrier layer made of a thermally resistant resin material, and a decorative layer made of a TPE material, with or without 
a foamed layer made of a softfoamed resin material provided therebetween, with the surface sheet provided integrally 
with a cover base body. 

45 [0020] An air bag cover having a surface sheet with a two layer configuration comprising from the backside a foamed 
layer made of a soft foamed resin material, and a decorative layer made of a thermoplastic elastomer (TPE) material, 
with the surface sheet provided integrally with a cover base body. 

[0021] An air bag cover having a surface sheet with a one layer configuration comprising only a decorative layer, 
surface sheet and a cover base body provided integrally via a foamed layer provided by injecting resin between the 
so cover base body and the surface sheet. 

[0022] The content ratio of a filler in the case the filler is an inorganic filler, is in general, about 5 to 30% by mass, 
preferably about 5 to 13% by mass. The range of the content ratio of the filer facilitates the breaking rapidity of the 
surface sheet so as to achieve the object of the invention. 

[0023] Moreover, the breaking elongation (in a specific tensile test) of the TPE material in the case af iller is contained 
55 jn the TPE material is about 1 00% or less, preferably about 50% or less. Thereby, the breaking rapidity of the surface 
sheet can further be facilitated so as to achieve the object of the invention. 

[0024] Features and advantages of the invention will be evident from the following detailed description of the preferred 
embodiments described in conjunction with the attached drawings. 
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BRIEF DESCRIP TION OFTHF DRAWINGS 
[0025] In the accompanying drawings: 

ll^Z^rcZ^ Vi6W ° f " inStmment Pane ' 33 ^ 6Xamp,e ° f - aUt0m0bile T comprising 
FIG. 2 is a schematic end view taken on the line ll-ll portion of FIG 1- 

aTair^a" 

- . «e^ 

FIG. 7 ,s a sectional view and a plan view with sizes of the test piece used in the tensile test. 
DETAILED DESCRIPTI ON OF THE PREFERRED EMBODIMFNT* 

End~ r n The parts correspondin9 to - d — — 

,owe ; ^ 

S)» :;,r s :;~:^r composition uni, > and the ~- - - — zsx by mass (% by 

25 SETof fTo 6 3 mb0diment ° f inV6nti0n iS Sh ° Wn ^ FIGS - 3 a " d 4 - 4 «• a end view taken on the ,ine 

the p 9 12 e ^ CWer ° f emb ° diment thS f0 " OWin 9 C0 "«9-«on similar to the one shown in FIG. 2 as 

128 made of a thermoplastic J^^X^^^^^ J T ln and 3 decorative ^ 

body 1 1 6. The cover base body 1 1 6 fe n genera an intctln In 1 1 14 Provided integrally with a cover base 
rnoiding method, such as a com P ressio3C ' " " » " ° Pttona ' 

Therli J^h to^^Z!^^^ 'aver configuration is cut in a predetermined shape, 
injection molded so as to mold the cover basfbod f ^ a m ^rial of the cover base body 116 is 
polar synthetic resin material havh s rScTure st r Ll' uTT^ *** ^ 122 iS m °' ded with a ™- 

116, such as a fiber reinforced P ' FPP) ^S^tiZl 6 materia ' ° f fte ° 0Ver baSe bod y 

and size of the surface sheet and urflier'the mddinc ^S2? u, t ,° f the SUrfaCe Sheet depend on the materia ' 

a 1 60 to 1 90°C heating temperature and 35 Tot ? ? > ** 96nera '' they arB 3 86 10 96 kPa " P«-»™ ■ 

body 116 is an injection molding part n cTn"^ "6. Thecoverbase 

provided on the back surface of the cove" base bodv 116 h nn f % ^ Sheet 114 ' A hi " 9e groove 118 is 
prises a barrier layer 1 24 made ^a^^^^^T^ FUrtherm ° re ' the surtace s "eet 1 1 4 com- 
As mentioned above, the embod mem Zwnf he ! Lure h«f a T °? * S ' de C ° ntaCtin9 the C0Ver base bod V 11 6 - 
including from the back side the barter iaZr 2 ^ made of a then! 7 c ° nfi 9 ura «<>n ft*™! layer configuration) 
a soft foamed resin material, and a dLcoraXe lateT 1 28 m L themla ' l ^ es,stam resi ". »e foamed layer 1 26 made of 
[0033] The surface sheet 114 idS^^TbS 7l 6 in I" h matori,U h9VinS eXCe " ent f " ,ln » 
» specification. The surface sheet 114 w e ? aff ? >r111 conOT ^ha8thefolWng8to 

0 mm foamed layer thickness. Y conf ,gurat,on w.thout the foamed .ayer 126, that is, with a 

[0034] In the case the surface sheet 114 thickness is 0 ft tn r o mm , 

0.4 to 1 .5 mm for the barrier layer 1 24 0 to A mm for th # ^ thickness of each layer can be as follows: 

(skin layer) 1 28. * 1 24, 0 to 4 mm for the foamed layer 1 26 and 0.4 to 0.7 mm for the decorative layer 

elongation (cutting elongation) at a X^^Z^n^ 7"* ™ C ° ntam ' n9 8 f ° r Pr ° Viding the breakin 9 
.ateria, not having ™^ 
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drawn film. 

[0036] The TPE used for the TPE material can be polyolefin based (TPO), polystyrene based (TPS), polyvinyl chloride 
based., polyester based, polyamide based., urethane based, chlorinated PE : or the like, and it is not particularly limited. 
[0037] It is preferable to use the TPO as the TPE from the viewpoint of the weather resistance, the lightweight, or 

5 the like. More specifically, it is preferable to use an olefin based resin (hard phase)/non-polar rubber (soft phase) 
blended type material. Here, the olefin based resin/non-polar rubber (ratio by mass) is 60/40 to 1 5/85, preferably 50/50 
to 30/70. In the case the resin amount is too little, the elongation is too large so that the breaking elongation can hardly 
be at a predetermined value or less. In contrast, in the case the resin amount is too large, the resin property is increased 
so that a soft feeling can hardly be obtained. 

w [0038] As the olefin based resin, in general, a material made of PP (either homogeneous, block, or random copoly- 
mer), or containing PP as the main component, and blended with low density PE, high density PE, linear low density 
PE, or the like, can be used. 

[0039] As the non-polar rubber, ethylene-a olefin based rubber (EPM, EPDM), hydrogenated SBR, hydrogenated 
BR, hydrogenated MR, or the like can be presented. Here, the ethylene-a olefin based rubber includes binary copoly- 
?5 mers which is obtained by copolymerization of ethylene with a olefin such as propylene, 1-butene, and 1-heptene (in 
particular, propylene), and also ternary copolymers which is obtained by copolymerization of the binary copolymer with 
a small amount of non-conjugated diene sulfur-vulcanizably. As the non -conjugated diene, ethylidene norborenene 
(ENB), dicyclopentadiene (DCPD), 1 ,4-hexadiene (1 ,4-HD), or the like can be presented. 

[0040] As the filler to be added to the TPE material, it is not particularly limited as long as the filler addition effect of 
20 lowering the breaking elongation can be realized, and thus inorganic or organic (a hard synthetic resin, a crushed 
material of plant seeds, or the like) fillers may be used. However, in general, an inorganic filler is used. 
[0041] As the inorganic filler, for example, powders of talc (talc, phyllosilicate), heavy calcium carbonate, light calcium 
carbonate, kaolin clay, zinc oxide, zirconium oxide, titanium oxide, and mica, or the like; fibrous materials, such as 
glass fiber, whisker, metal fiber, polycrystalline fiber, or the like, can be presented. These can optionally be used alone 
25 or selected two or more materials in a combination. 

[0042] The particle size of these inorganic fillers is, in general, about 0.2 to 1 00 ^im, preferably about 2 to 50 jxm. In 
the case the particle size is too small, the breaking strength is increased so that the contribution to the breaking rapidity 
by the decrease of the breaking elongation may be offset. 

[0043] In particular, among these examples, since a commercially available talc with a 2 to 10 am average particle 
30 size can easily provide a compact (decorative layer) with a good surface texture, it is preferable. 

[0044] Moreover, as to the content ratio of the filler, in the case the filler is an inorganic filler, it is about 3 to 30%, 
preferably about 5 to 20%, further preferably about 8 to 13%. In the case the filler content is too low, a predetermined 
breaking elongation (1 00% or less, preferably 50% or less in a specific tensile test) can hardly be obtained so that the 
breaking rapidity for achieving the object of the invention can hardly be provided. In contrast, in the case the filler 
35 content ratio is too high, the breaking elongation cannot be made smaller than that, and in contrast, the surface sheet 
flexibility is lost so that a soft feeling (touch) can hardly be obtained. And furthermore, the breaking strength becomes 
too high so that the cover breaking rapidity may be hindered. 

[0045] By adding the filler, in general, the breaking strength (tensile strength) is increased inevitably, but the breaking 
strength increase amount is preferably as small as possible. As mentioned above, in the case the breaking strength 
40 is increased too much, even if the elongation amount is small, consequently the energy needed for the breakage 
becomes too large so that the breaking rapidity can hardly be ensured. 

[0046] The upper limit of the breaking elongation (tensile strength) is preferably 600 N/5 mm or less, further preferably 
450 N/5 mm or less in the high strength direction in a , two-axis drawn type as shown in the test example later described. 
[0047] The materials for forming the foamed layer 1 26 and the barrier layer 1 24, other than the decorative layer 1 28 , 
45 are same as the conventional products. 

[0048] The soft foamed resin material (open cell type) for forming the foamed layer 126 is not particularly limited as 
long as it can provide an appropriate cushion property to the surface sheet. In general, a soft foamed resin material 
thermally fusible with the decorative layer 128 is used. 

[0049] For example, in the case a TPE material based on an olefin based TPO is used for the decorative layer 1 28, 
50 a soft resin foaming material with a 1 0 to 30 times expansion ratio, preferably 1 5 to 25 times expansion ratio by cross- 
linking or partial cross-linking with an a olefin based material, such as a PP, a PE, and a PB, is used. Here, a cross- 
linking type material is used for preventing generation of choking (crush) of the foamed cells due to the injection pressure 
and the heat conduction from the injection material (resin) at the time of injection molding of the cover base body 116 
and the instrument panel base body 122 later described. 
55 [0050] Moreover, in the case the expansion ratio is too small, a necessary softness can hardly be ensured so that 
an appropriate cushion property can hardly be obtained. In contrast, in the case the expansion ratio is too large, an 
appropriate cushion property can hardly be obtained due to the excessive softness, and furthermore, the risk of the 
choking (crush) generation of the foamed cells is involved due to the injection pressure at the time of injection molding 
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of the cover base body 116 and the instrument panel base body 122 later described 

[0051] The thermally resistant resin material for fonming the barrier layer 124 is not particularly limited as long as it 
t r h esistance u capable of protecting the foamed layer 126 from the injection material at the time of injection 
molding of the cover base body 116 and the instrument panel base body 122, and a shaping property capable of 
followmg the mold surface at the time of vacuum shaping of the surface sheet material. In general a thermally resSan 
resin material thermally fusible with the foamed layer 126 is used. resisiani 

!Sh "VIlT 5 ? th , e f ° lef l? reSin b3Sed SOft f ° amed rSSin material is used forlhe foamed '^r 126. basically, the 
P V T 7 (f0rexam P' e ' a PP includin 9 a 9^ f^er), and the olefin based TPE materials as the 
materials for forming the decorative layer 128, with the resin component ratio increased, and/or with the inorganic filler 
composite amount increased for improving the heat resistance and the strength, can be used At the time since the 

inor RJ 1 *\T k 6 T 8 V he timS ° f i0mm9 thS P° st "P— d tear line" groove 1 20, it is prlrable to use an 
inorganic filler with a high reinforcing property in terms of the barrier property improvement 

ESS? M F ° r eXa T' e ' °' efin baS6d resin/non -P° lar rubber (ratio by mass) is 60/40 to 90/10, preferably 70/30 to 
80 20. Moreover the content ratio of the inorganic filler may be 5 to 30% as in the case of the decorative layer 128 
but ,t ,s preferably 15 to 25% from the viewpoint of the heat resistance. Furthermore, as to the particle size of the 

'ZfrZ " " " Pr ?r b ' e t0 8 ha ' f 3CtiVe ° r aCtiVS fH,er With a 10 ^ ° r ,ess size - a 2 Z or ess 

size from the viewpoint of reinforcing property. 

[0054] Those usable as the olefin based resin, the non-polar rubber, and the inorganic filer are same as the TPE 
materials for the decorative layer 
20 [0055] Moreover, the thickness of the cover base body 116 is 2.5 to 4 mm, in general, about 3.5 mm at the post- 
processed tear line groove 120 formation portion. 

" V * r base b0dy (baSS materia ' Part) 1 1 6 is formed main| y with an ° lefin bas *d (TPO) or styrene based 
SBC) non-polar TPE ,n view of the scattering prevention, the thermal fusibility with the surface sheet part, and the 

25 9 , h T ? 0886 C ° Ver baSS b ° dy and the SUrta ° e Sheet are bonded with an adhesive, the material is not 
limited thereto. 

[0057] As the TPO usable for the cover base body, the following types can be presented, but from the viewpoint of 
preferable 65 " * Cr ° SS - |inked blended or a completely cross-linked blended type are 

I. Blended type: produced by mechanically blending an olefin based rubber (EPDM, EPM II R orthe like) as a soft 
phase (rubber component) and a polyolefin resin as a hard phase (resin component) 

II. Partially cross-linked blended type: produced by partial cross-linking of the rubber component in the blended 
type with a cross-linking agent such as an organic peroxide. The partial cross-linking of the rubber component is 
earned out by partially cross-linking at the time of blending the rubber and the resin with a cross-linking agent 
added, or by kneading with a preliminarily partially cross-linked rubber component added 

III. Completely cross-linked blended type: a composite material having the resin component in a continuous phase 
and the completely cross-linked rubber component in a dispersed phase, produced by adding a vulcanization type 
chemical includ.ng a sulfur, or the like in the state with the rubber component and the resin component kneaded 
so as to be a molten product, for completely cross-linking the rubber component (dynamic cross-linking). 

[0058] Moreover, similarly, as the SBC usable for the cover base body, the following types can be presented but 
from the v.ewpoint of the weather resistance, the hydrogenated SEBS, and SEPS are preferable. 

I. ABA type tri block: a tri block material having polystyrene (PS) in a hard phase, and a conjugated diene based 
If'T'p^ L aS Q P0 S tadi ! na i B R) ' and Po'V^P™* OR) in a soft phase. Examples thereof include PS-BR-PS 
dc T . , 1 { 1 h y dr °9 enated products thereof, such as PS-poly(ethylene-butylene)-PS(SEBS) and 
PS-poly(ethylene-propylene)-PS(SEPS). 

II. (AB) n X type radial block: a material synthesized in the case the number n of the functional groups of thecouplinq 
agent is 3 or more at the time of synthesizing the tri block type by a coupling reaction. 

[0059] Moreover, as to the form of the tear line groove 120, although the embodiment shown in the figure has an H 
shape with the doors opened to both sides (double door), a C shape opened to one side may be used as well Fur- 

LT^I' aS t H° t I d ? P K h "I* 6 t6ar ' i0e 9r °° Ve 12 °' in 9eneral ' " is 3 de P th ca P able of certain| y cutting the barrier 
ayer 124, w.th the notch with respect to the foamed layer 126 at most by about half or less. The post-processed tear 
line groove 1 20 is formed preferably by an ultrasonic welder from the viewpoint of the accuracy and the cost but a 
method such as a cutter, and a laser may be adopted as well. 

[0060] The instrument panel base body 122 is formed with a glass fiber reinforced PP (for example a 40% glass 
fiber content ratio), orthe like from the viewpoint of the thermal fusibility with respect to the cover base body 116 and 
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the surface sheet barrier layer 124, and the structure strength. 
[0061] Next, usage of the embodiment will be explained. 

[0062] As mentioned above ; the air bag device 1 1 0 is assembled on the instrument panel 1 1 2 comprising the air bag 
cover (part) 111 via the front and rear mounting walls 1 31 , 1 32 formed on the back side of the bag cover 111 so as to 

5 be mounted on an automobile. 

[0063] In the case the automobile receives the impact by a predetermined value or more, the air bag 134 is inflated 
by a gas flowing from theinflater 136 via a gas outlet opening 141 of the diffuser pipe 140 so that the corresponding 
portion of the tear line groove 120 of the bag cover 111 by the inflation force of the air bag 134. Since the bag door is 
rotated around the hinge as the axis so as to open the air bag jump out opening, the air bag 134 gets out therefrom 

10 and is inflated so as to protect the passenger. 

[0064] In the description, even though the relief line (embedded pleat part) is not provided in the cover surface sheet 
114a as in the conventional example, the foamed layer 126 and the decorative layer 128 of the surface sheet 114 are 
broken quickly at a position corresponding to the tear line groove 120. That is, in the case the decorative layer 128 
has a breaking elongation smaller than the conventional products, and stress is concentrated on the tear line groove 

15 120 formation portion, the expansion delay of the air bag 134 due to the surface sheet elongation is not generated. 
[0065] In some cases, the relief line groove may be provided, but the depth of the relief line groove may be provided 
shallower than that of the conventional products. Moreover, from the viewpoint of the design, a shallow design groove 
like a relief line may optionally be provided. 

[0066] FIGS. 5 and 6 are end views of the air bag cover part each of different embodiment. 

20 [0067] The air bag cover 211 shown in FIG. 5 has a surface sheet 214 of a two layer configuration comprising from 
the back side a foamed layer 226 made of a soft foamed resin material, and a decorative layer 228 made of a TPE 
material, provided integrally with a cover base body 216 produced by low pressure molding. Here, the low pressure 
molding is so-called stamping molding. As the surface sheet 21 4, those without a barrier layer for protecting the foamed 
layer at the time of molding the cover base body 216 (barrier layerless type) may be used. 

25 [0068] For example, in the state with the surface sheet 214 of the two layer configuration set in one (in general, the 
upper mold) of the upper and lower half split mold (not shown) by vacuum molding in the open state, the materials for 
the cover base body 21 6 and the instrument panel base body 222 of the embodiment each by a predetermined amount 
are supplied in a molten state to the upper mold surface sheet set surface by a cylinder supply device for each material. 
Thereafter, the mold is closed immediately so as to fill the cavity with the molten material. After cooling and solidifying 

30 the resins, it is taken out. 

[0069] At the time, it is also possible to mold the cover base body and the instrument panel base body simultaneously, 
or stamp-mold the compact having a complicated shape like the front and rear mounting walls. 
[0070] In this embodiment, since the surface sheet 214 does not have a barrier layer, the tear line groove 220 can 
be molded simultaneously at the time of the stamping molding. At the time, the remaining thickness of the cover base 

35 body 21 6 at the tear line groove 220 portion is set to be 0.5 mm or less for ensuring the breaking rapidity. The tear line 
groove may be formed by post-processing. 

[0071 ] The size and the material for the surface sheet 214, the cover base body 21 6, and the instrument panel base 
body 222 are basically same as the embodiment shown in FIG. 4. 

[0072] The air bag cover 311 shown in FIG. 6 has a surface sheet 314 of a one layer configuration comprising only 
40 a decorative layer 328. The surface sheet 314 and a cover base body 31 6 are provided integrally via a foamed layer 
326 post-molded with a soft foamed resin disposed therebetween. 

[0073] That is, the instrument panel base body 322 and the cover base body 316 are molded independently each 
with a different material (such as the former: FPP, the latter: TPO as mentioned above), and then integrated by a 
urethane seal 31 3, or the like. 

45 [0074] Next, the TPE sheet made of a TPE material including a filler as mentioned above to be the surface sheet 
314 is set in one (in general, the upper mold) of the foam molding mold (not shown) as well as the instrument panel 
base body 322/cover base body 31 6 integrated product is set in the mold. After vacuum shaping of the surface sheet 
(TPE sheet) while heating, a foamed resin material, such as a polyurethane is introduced between the base body 
integrated product 322/31 6 and the surface sheet 314. After completing foaming, it is released from the mold so as to 

50 obtain an air bag cover according to this embodiment. At the time, the embedded pleat part (to provide a relief line) 
need not be formed in the surface sheet, and thus the mold structure can be simplified as mentioned above. 
[0075] Also in this embodiment, since the barrier layerless surface sheet is used, as in the above embodiment, the 
tear line groove 320 can be formed at the time of molding the cover base body 31 6 . At the time, the remaining thickness 
in the cover base body 31 6 at the tear line 320 formation portion is set to be 0.5 mm or less as in the case shown in FIG. 5. 

55 [0076] The size for the surface sheet (decorative layer) 314, the cover base body 316, the instrument panel base 
body 322, and the foamed layer 326 are basically same as the embodiment shown in FIG. 4. Moreover, the material 
is basically same except the foamed layer (an RIM foaming urethane in the embodiment shown in the figure). 
[0077] The usage of the embodiments shown in FIGS. 5 and 6 are basically same as the embodiment shown in FIG. 
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y Table 1 


Comparative Example 


i he material talc content 
ratio in the decorative laver 
(%) 


breaking strength (N/50mm) 


Breaking elongation (%) 


Embodiment 1 
Embodiment 2 


Talc 0% 

Talc 1 0% ^ 

Talc 1 5% 


180 
325 
504 


200 or more 
16.1 



40 Claims 

1 • An air bag cover comprising a surface sheet 



50 2. An air bag 



55 



cover comprising: 



a cover base body; and 



I barrier layer, 

by contS a a f S l r : r akin9 e,0n9ati ° n ° f °» ,h -°P'-ic 



' integrally disposed on said cover base body through 
elastomer material for said decorative iayer is adjusted 
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3. An air bag cover according to claim 2, further comprising a foamed layer disposed between said cover base body 
and said surface sheet, and being made of a soft foamed resin material. 

4. An air bag cover comprising: 

5 

a cover base body; and 

a surface sheet comprising a foamed layer made of a soft foamed resin material and a decorative layer made 
of a thermoplastic elastomer material, said surface sheet being integrally disposed on said cover base body 
through said foamed layer, 

10 

wherein a breaking elongation of the thermoplastic elastomer material for said decorative layer is adjusted 
by containing a filler. 

5. An air bag cover comprising: 

75 

a cover base body; 

a surface sheet comprising only a decorative layer; and 

a foamed layer made of foamed resin and being provided between said cover base body and said surface 
sheet by injecting resin between said cover base body and said surface sheet, 

20 

wherein a breaking elongation of a thermoplastic elastomer material for said surface sheet is adjusted by 
containing a filler. 

6. An air bag cover according to any of claims 1 to 5, 

25 wherein the filler in the thermoplastic elastomer material is an inorganic filler, and a content ratio thereof is 

about 5 to 30% by mass. 

7. An air bag cover according to claim 6, 

wherein the content ratio of the inorganic filler is about 5 to 13% by mass. 

30 

8. An air bag cover according to any of claims 1 to 7, 

wherein a breaking elongation under a specific tensile test of the thermoplastic elastomer material is about 
100% or less. 

35 9. An air bag cover according to claim 8, 

wherein a breaking elongation under a specific tensile test of the thermoplastic elastomer material is about 
50% or less. 

40 
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